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DM 
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1/1 
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DM 
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DM 
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JC 
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JC 
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JC 
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JC 
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JC 
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Initial or N/A 
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Rev# 
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Initial or N/A 
Documentation of a minor change 
N/A 
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DM 
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DM 
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DM 
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DM 
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4 
Lid Walkway Mod 
DM 
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DM 
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CARGO BASKET HANDLE ASSEMBLY 


General 
These instructions apply to ail cargo basket handie assemblies. Refer to the following drawings, at the carrent revision, 


for dimensions and détails: 


Ail Models: 84261, Rev. 1 


WorkOrder: 
f 'y'~ 
Complété 
, 
, 
I 
(initial or SCA #) 
Date Open: 
i / 
x 


% 
. 
1. Fabricate Handie Assembly 
V 
a. Temporarily install handie levers on lid assembly. Ensure long side of handie bushings are on INSlIbE 


(pointingtogether). 


b. Measure across TOP side of levers. 


c. Cut handie tubing to length measured. 


i. Handies under 40" long: 1.0" x 0.035 round tube 


il. Handies over 40" long: 1.0" x 0.065 round tube 


d. De-burrtube. 


e. Insert tube into handie levers. Tap with a plastic mallet to seat tube flush with lever. Raise handie to 
ensure both levers touch stops to check alignment. 


f. 
Record material PO on attached material list. 
m 


2. Weld Handie Assembly 
a. Fuse tube to lever on both ends. Ensure levers are parallel. 
AO 


3. Clean up 


a. Clean welded area with scotch-brite. 


4. Final Inspection 


a. Welds for complété and handie for fit. 


b. Tag complété and inspected parts in préparation for installation. 


-05- 


73K)4 
-m- 


Page 1 of 1 
' 
13 April 2017 


Revision 1 


Work Order:. 


Date Opened;. 
z.o/'y 


Matériel Tracking Sheet 


Bell 206B 
Long Basket Handie Assembly 


1 of 1 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


\ 
84261 
84261-01 
Handie Assembly 


Step 1 
Weld Lever Assembly 
S» 0/7- 
é> ^ 
. 2 
84265-01 
Lever 
304 Stainless, 0.105 Sheet 
. 2 
36274-01 
Bushing 
304 Stainless, 7/16" x 0.065 Rnd. Tube 


. 2 
MS20615-4M3 
Rivet 


. AIR 
~ 
Welding Rod 
ER308L TIG Rod 


Step 2 
Clean Up 
None 


Step 3 
Fabhcate Handie Bar 


. 1 
36277-01 
Handie Bar 
304 Stainless, 1.0 x 0.065 Rnd. Tube 
/"T^ OfT» <:r~ 


Step 4 
Weld Handie Assembly 
None - Fuse weld, no rod req. 


Step 5 
Clean Up 
None 


Step 6 
Inspection - Final Assembly 
None 


■ 201-y-'^'^ 


23 February 2016 


Documents required for work orders: 


Basket Body Fabrication 


1. Basket Body Fabrication Instructions 


a. XXXll - Body drawing 
b. 704XX - Front end cutout drawing (if applicable) 


c. 
84262 - Handie Provisions drawing 
d. Body Materials List 


2. Hoop Fabrication Instructions 


a. 
Hoop fabrication drawing (as applicable) 
b. Hoop Materials List 


Lid Fabrication 


1. 
Lid Fabrication Instructions 


a. 
XXX12 - Lid drawing 
b. 84263 - Handie Provisions drawing 


c. 
70405 - Lid Walkway drawing (if applicable) 


d. 
Lid Material List 


Basket Assembly 


1. Basket Assembly Instructions 


a. XXXIO - Basket Assembly drawing 


b. XXX27 - Placard drawing 
c. 
70405 - Lid Walkway drawing (if applicable) 
d. 84240 - Lid Brace Installation drawing 


e. 84255 - Handie Installation drawing 
f. 
Basket Assembly Materials Li^ 


2. Handie Assembly Instructions 


a. 84261 - Handie Assembly Drawing 
b. Handie Assembly Materials List 


Beams Fabrication 


1. 
Beams Fabrication Instructions 


a. XXX30,XXX31, etc. - Beams Fabrication drawing (as applicable) 


b. 
Beams Materials List 
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DeSCRiPTfON OF CHANGE 
INITIALS 
DATE 


"9 .1 


VIEW C 


NOTES 


1. RCMOVE AU. BURRS AND BREAK SHARP EDGES 


2. ORRl 3/32 \CNT HOIC M HOOP FOR \CNTINC OF WCLD CASES. 


3. «CLOINC or 4130 STEEL TO SE CCMPLETEO BY CTAW METHOD TO AMS26B9C 
WCLDING ROO SHAU. CONFORM TO AMS ER70S-2 OR EQUIVALENT. 
A 
Mia SLOT INTO ITEM 2 (TUBE) AS SHOm CONTOR END OF ITEM 3 (TUBE) 
^TO MIMMIZE GAP BETHCEN ITEM 2 (TUBE) AND ITEM 3 (TUBE) 
/^ADJUST SLOT OF ITEM 4 (CAP) TO FIT AS REOURED 


2 PLACES 


VIEW C 


VIEW A 


•a62S 


V^EW A 
(a332) 
TAP 3/8-24 UNF-2A 
@ 
CAP 
05 INSERT 


49734-05 05 INSCRT 
AI9 1010/1020 
«aes roo 


03 TUBE 1/2IN 
4130 STEEL CCNO. N 
MK-T-S736 
aS X 
5QR TUBE 


40724-01 01 ATTACHMENT HOOP ASSEH8LY 
<CTA. VIEW B 
® 
ATTACHMENT HOOP 


MATCRIAL SPCC 


UST OF MATERIAAS 
AERO DESIGN LTD. 
CONSULTING BICINQ3iS. TRANSPORT CANADA APPROVALS. DAR 29011 
9019 - SOIR ATKNUt N.£.. CALCARY. ALSSRTA. fAtiknk t22 8RT 
[4M) mo-êogr 
te («M] 


UHLESS OTHERWSE SPEOFCD 
DNEKSICNS ARE M INCHES. 
TOLERANCES (M 
KOUALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
±0.03 
X.X 
±0.1 


BELL 2068 
QUICK RELEASE CARGO BASKET 
ATTACHMENT HOOP 
VIEW B 
SCALE 1 
B0324 
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DESCRIPTION OF CHANGE 


+ 


@ 
ATTACHMENT HOOP 


68823-02 02 HW 
48725-01 01 HOOP 
4130 STEEL CONO, I 


UATOHAL SPCC 
as X a035 SQR. TUBE 


UST OF MATERIALS 


XFF CLARKE 


e. BURCOIN 


UNLESS OTICRWSE SPEOnED 
DIMENSIONS ARE M INOHES. 


TOLERANCES ON: 
OCQMALS 
ANGLES 
XXXX ±0.010 
±1Â' 
XXX ±0.03 
XX 
±0.1 


^jE7?0 design LTD. 
CONSUIJING ENdNEERS. TTUNSPORT CANADA APTIiOVAlS. DAR 29GM 
8013 - 39TH AVBdJE NX. CALCARY. ALBERTA. CANADA. T2E 6R7 


BELL 2068 
QUICK RELEASE CARGO BASKET 
ATTACHMENT HOOP 


SHEET 1 OF 1 


(me. 92E 
Al 
80323 
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REV.I 
DESCRIPTION Of CHANGE 
1 
INITIM^ 
1 
DATE 
0 1 
INITIAL ISSUE 
1 
) 


+ 


49725-01 
01 
HO<y 
4130 STCEL CONO. I 


MATERAL SPEC 


UST OP MATEfQALS 


APfHtOVALS 
DATE 
AERO DESIGN LTD. 
C0NSUU1NC ENCDimiS. TRANSPORT CANADA APPROTAI& DAR 290)1 
SOIS - Smi AVENUE NX.. CALCARY. ALBERTA. CANADA. T2£ 6RT 
Ufc («M) Mfr>H*T 
te (Ml] HO-«Sn 
, 


"**■ * .ETF OjWKE 
se SEPT 2001 


E. BURCDN 


UNIXSS OTHERMSE SPEOneo 
DIMENSIONS ARC IN INCHE& 
TOURANCES ON: 
DEOUALS 
ANGLES 
xxxx ±0.010 
±1/2* 
x-XX 
±0.03 
XX 
±0.1 


BELL 2068 
QUtCK RELEASE CARGO BASKET 
HOOP 
SCALE 1 : 1 1"^ ™ K 
|«^ 
1 
SHEET 1 or 1 
1 Al [ 80322 
1 0 
) 


Work Order: 


Date Opened: 


go/7- 
!>-?- 
Material Tracking Sheet 


Bell 2068 
Long Basket Hoops Fabrication 


1 of 1 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 1 
80322-01 
Hoop - standard 
4130 Steel, V/' x 0.035 Sqr. Tube 
/ ^C? 
CL 


X 
80324-01 
Hoop - attachment 


Step 1 
1/2 Hoop Fabrication -1/2" hoop 


. 1 
— 
1/2" Tube - hoop 
4130 Steel, y/' x 0.035 Sqr. Tube / S'r» 7 3 


Step 2 
Machining 
None 


Step 3 
1/2 Hoop Fabrication -1" hoop 


. 1 
— 
1" tube - hoop 
4130 Steel, 1" x 0.065 Sqr. Tube jL 7 


Step 4 
Machining 
None 


Step 5 
Joint Préparation 
None 


Welding 


Step 6 
. 2 
76423-05 
Stud 
1018 Mild Steel, 5/8" Dia. 
/S"-^ é 


Step 7 
. 2 
84262 
84272-01 
Bushing 
4130Steel, 5/16" X 0.058 Rnd. Tube 2.0/^— 13^ 


Step 8 
. 1 
76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 
/5'03S' 


. A/R 
~ 
Welding Rod 
ER70S-2 
/éOPFS- 


Step 9 
Finishing and Inspection 
None 


REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE - CREATED FROM 36210 
STF 
MAY 17/02 


1 
UPDATE TITLE BLOCK. ADD ALTERNATE MATERIALS 
BJC 
MAR 13/14 


LENGTH AS REQUIRED FOR SPECIRC HEUCOPTER INSTALLATION. 
NOTE WALL THICKNESS REQUIRED BASED ON LENGTH 


@ 
HANDLE BAR 


NOTES: 


1. REMOVE ALL BURRS AND SHARP EDGES. 


01 (ALTERNATE MATERIAL) 
316 STAINLESS STEEL 
ASTM A213 
1.0" X 0.065" TUBE 
01 
HANDLE BAR (OVER 40") 
( 
30A STAINLESS STEEL 
ASTM A213 
1.0" X 0.065" TUBE 
01 
ALTERNATE MATERIAL) 
316 STAINLESS STEEL 
ASTM A213 
1.0" X 0.035" TUBE 
36277-01 
01 
HANDLE BAR (UP TO 40") 
304- STAINLESS STEEL 
ASTM A213 
1.0" X 0.035" TUBE 
PART NO. 
ITEM 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC 
STOCK SIZE 


QTY 
UST OF MATERIALS 


ECITON 
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WWARD 
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DESIGN 
.DTL 
j) 
A8889 
ANIPSALAM 
ROAD 


LLEWOP 
,REVIR 
,CB 
,ADANAC 
A8V 
003 
V" 
:LET 
S04.463.237fl 
ac.nglaedorea.rnni 


:NWARD 
MAY 
17/02 
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DIMENSIONS 
ARE 
IN 
.SEHCNI 


SECNARELOT 
:NO 


DECIMALS 
ANGLES 


XXX.X 
±0.010 
±1/2" 


X.XX 
±0.03 


X.X 
1.0± 
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1 
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1 
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SIZE 
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Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: infoifflaerodesign.ca 


AMF 73-04 
Nomenclature:^ 
3 
JyoJv No. of pièces: 
[_ 


Manufacturer: 
Part No.: ?P"/ ! 
! 
l —Ol 
Serial/Batch No.: 
(/) 
(/) 
TTSN: 
AZ/Q- 
TSO: 
/\/A 
Rem.: 
k/A 
Q) 
Work Order No.: J2-0/ 7 ^ 
q 
Remaining Tasks to be Performed: Pre^ 
ne 
^ 
w con'f^ ^ 
g- ^ 
^ 


Signature: 
DaX.e\ 
H f f 
/■ 2-C> ! y ^ 
Lie. No./SCA 


Form# 20.E.03 
Rev. 1 24 April 2014 
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No- of pièces: 
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Manufacturer: Â/f to 
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Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 


{/) 
m 


u 
O 


Remarks 


I 


Q. 
C 


r [1 'VbT-- 


WFBm 
cam 
'.m r 
w 
kiw 
fm 
tOffCWMMi 


INITIAIS ! i>ATI 
i)ESCRIPTIC« OF CHANGE 


DETAIL C 


05) 
sa tcTAi c. 


twa 1/2* 
TmcucH orc set atr 
03) 
«EU) SPAOR W PUCt 
' 
' 
ORLL f9 (ai96*) 
AntR «einiNC 


DETAIL A 
_L 


DETAIL A 


=5: 
T 
T 
DETAIL B 
DETAIL B 
@ 
BASKET LID ASSEMBLY 


rmcAL 
DOtY 3 PLACES 
CR AS PRACnCAL 


DETAIL A 
LOOKING AT TOP 


NOTES: 


1. REUOVE AU. euRRS AND BREAK 9IAflP EDGES 


2. «eiDNG Of 4130 STEEL TO 8E COMPLETED BY CTAW METHOO TO AUS 2S8SC 


VCLONG ROO SHALL CCNFORN ÎD ER7QS-2 OR EQUIVALENT. 


3. WHEN ASSEMBLY IS COMPLETE, Fia Aa VENT HOLCS WTH ROSETTE MEID. 


4. THCROUGHLY CLEAN AND POWDCR COAT BASKET SUB-ASSEMBUES PRIOR TO ASSEMBLY. 


3/4-)6r| 06 IMESH 
36204-10 OS PLACARO BRACXET 


36262-01 04 UPPER HAHOLE BRACKET ASSY 


B1112-01 01 BASKET UO ASSEMBLY 
4130 STEEL COND. N 


HATERIAL SPEC 


0.7S X a035 SQR. TU^ 


UST OF MATERIALS 


DETAIL B 
LOOKING AT BOTTOM 


JEFT aARKE 


E 8URC01N 
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ANGLES 
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XXX ±0.03 
XX 
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CARGO BASKET LID FABRICATION - COMMON 


General 


20/7-5-8' 0) 
^Ih 


These instructions apply to ai! cargo basket lid assemblies. Refer to the following drawings, at the carrent 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69812, Revision 3-Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 
94612, Revision 0 - 
Extra-Wide Low Mounted Ski Basket 
76612, Revision 0 - 
High Mounted Ski Basket 


Eurocopter AS350/AS3S5 - 
left or right 


77612, Revision 1-Short Basket 
69812, Revision 3 - 
Médium Basket (left and right) 
78412, Revision 2 - 
Long Basket 
94012, Revision 0 - 
Extra Large (ski) Basket 


Robinson R44 - 
left or right 
90612, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80212, Revision 0-Short Basket 
80312, Revision 0 - Médium Basket 
81112, Revision 0 - 
Long Basket 


Bell 429 - 
right or left 
95912, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75112, Revision 0-Standard Basket 
95512, Revision 0 - 
Extra Large (ski) Basket 


MD600 
82812, Revision 0-Standard Basket 


Options 
70405, Revision 3 - 
Walkway 
70402, Revision 1 - 
Lid Door 
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CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 
WorkOrder: 
^ 


Date Open: 
^ < I 'Z^Ol'V 


1. Rim Assembly - 
Basket Lid 


a. Cut and fit %" x 0.035 material to fit rim jig, 45 degree ends. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 


2. Weld Rim Assembly 


a. Record welding rod PO on attached material list. 


3. Inspection 


a. Rim for complété welds 


4. Frame assembly-Lid 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing) 


b. Insert rim from step 2 into jig. 


c. Cut and fit %" x 0.035 material, 21" long, for lid cross members. 


d. Record material PO on attached material list. 


e. Remove writing on tubes with acetone and scotch bright. 


f. 
Drill vent holes into rim to vent cross members into rim. 


g. Locate cross members in lid rim. Refer to drawing for spacingof cross members. Clamp cross 
members with C-clamps to jig. 


5. Frame assembly - 
Lid with optional walkway modification 


a. Fit cross members to rim in accordance with step 4. 


b. Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. Cut Yi" X 0.035 material for walkway stringers to fit between lid cross members. Record 


material PO on attached material list. 
d. Drill vent holes into cross members at walkway stingers. 
e. Align walkway stringers on walkway jig using cleco clamps near both ends of each stringer, and 
clamp stringer to jig using a C-clamp in the centre. 


6. Weld frame assembly. 


a. Record welding rod PO on attached material list. 


b. Jigs must remain in place for as long as practical during welding. 


7. Inspection 
O5 


a. Frame assembly for complété welds. 
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CARGO BASKET LID FABRICATION 


8. Mesh assembly. 
Note: 95912 (Bell 429) does net have mesh. Skip to step 10. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for lid. 


c. Remove surface rust with scotch-brite. 


d. Ensure lid is prepared for mesh on the correct side. 


9. Weld mesh to frame assembly per drawing. 


a. General welding requirements for ail lids: 


1. Every intersection on ail edges. 


il. First 5 intersections along cross members, then every second intersection. 


b. MIG weld both short sides. 


c. Clamp lid over spacer at centre of lid to pre-tension mesh. 


i. %" 
for lids under 76" 


ii. 1" (check) for lids over 76" 


d. Weld remainder of mesh as indicated in a. 


e. Record welding rod PO on attached material list. 


10. Weld lid components. 


a. Handie brackets, locate in accordance with drawing. 


i. Standard location; %" outside of last cross member on both ends. 


ii. Record handie bracket WO and welding rod PO on attached material list. 


b. Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 


c. Placard bracket. - not installed on 95912 (Bell 429) 


i. Locate on cross member to set bracket in centre bay of lid. 


ii. Record placard bracket WO and welding rod PO on attached material list. 


Complété 


(initial or SCA #) 


m 


73-04 
—0^ 
11. Clean up 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 
to prevent kinking rim tubes. 


Drill #9 through lid prop bushing(s). De-burr hole(s). 


Drill for lid bumpers using 1/4" (#3) centre drill. 


i. 3 places for lids under 76" 


ii. 4 places for lids over 76" 
Remove surface rust with scotch-brite pad. 


d. 


e. 


f. 


12. Final Inspection 
To be completed by a différent person than the previous steps. 


a. Basket lid assembly for complété welds, and required minimum mesh weld locations. 


b. Material lists complété. 


c. Overall condition and conformity to drawing(s). 


02p4 
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CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 
13. Powder Coating 
^ 
a. Parts are to be powder coated white in accordance with commercial practices. 
73-04 
b. Record powder coating PO. 
q^. 


c. Inspect powder coating on receiving. 
d. Tag lid assembly and place into stock in préparation for assembly. 
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Work Order:2^0n- 


Date Opened: 
7 2-C>/ 


Material Tracking Sheet 


Bell 2068 
Long Basket Lid Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


81112-01 
Lid Assembly 


Step 1 
Rim Assembly 


. 2 
- 
3/4" Tube - Long Rim (84") 
4130 Steel, Y*" x 0.035 Sqr. Tube 
/ 


. 2 
~ 
3/4" Tube - Short Rim (22.5") 
4130 Steel, y/ x 0.035 Sqr. Tube 
\'7no<~h 


Step 2 
Weld Rim Assembly 


Step 3 


. A/R 
Welding Rod 


Inspection - Rim 


ER70S-2 TIG Rod 


l\lone 


Step 4 
Frame Assembly 
.4 
~ 
3/4" Tube - Cross Member (21") 
4130 Steel, %" x 0.035 Sqr. Tube 


Step 5 
70405 
Option: Frame Assembly - with walkway 


. 10 
- 
1/2" Tube - walkway 
4130 Steel, V2" x 0.035 Sqr. Tube 


Step 6 
Weld Frame Assembly 


.A/R 
- 
Welding Rod 
ER70S-2 TIG Rod 
l^f03-5 


Step 7 
Inspection - Frame Assembly 
None 


Step 8 
Mesh Assembly 


. 1 
- 
Mesh (lid - 83" x 22") 
3/4-16F Expanded Mild Steel sheet 
t~P O2- 5" 


Step 9 
Weld Mesh 


. A/R 
~ 
Welding Rod 
ER70S-6 MIG Wire 


Work Order^t?/"^ — 


Date Ooened: À^ri l 'Xo/ y 


Material Tracking Sheet 


Bell 2068 
Long Basket Lid Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 10 
Weld Lid Components 


. 1 
84262 
84262-01 
Upper Handie Bracket Assembly 


. . 4 
36273-01 
Lid Bracket 
321 Stainless, 0.050 Sheet 


. . 2 
36275-02 
Support 
304 Stainless, 5/16" Rod 


. A/R 
- 
Welding Rod 
ER308L TIG Rod 


. 2 
49216-01 
Spacer (Lid prop) 
304 Stainless, 14" Dia. 


. A/R 
~ 
Welding Rod 
ER308L TIG Rod 


. 1 
36204-10 
Placard Bracket 
1018 Steel, 0.035" Sheet 
2 
0/-i> -//^ 


. A/R 
~ 
Welding Rod 
ER70S-2 TIG Rod 
/ÙO-7S 


Step 11 
Clean Up 


Step 12 
Inspection - Final Assembly 


Step 13 
Powder Coating 


DIS OUWC CWTWIS MFCnUHOH WO MTk «fCH 6 FMnCTADY TD yïRO DC9« L1D. 1HS OUMi « m 
POniW DCHOF, HAY NOT K HmUKO. 
CtKD, OD nnjCAIED H «HT IWKK. NO) U5ED F» NMUFACIUCMS «IHOUT DC «T1QI COHSWT (F «DO KSKN LVi SI «OtmK D<B UtAWS FOR 


REV. 
DESCRIPTION OF CHANGE 
INITtALS 
DATE 
0 
INITIAL ISSUE - CREATED FROM 84262 REV. 1 
BJC 
14/02/2014 


0.750 
TAW 


FUSE. BOTH ENDS 


USE JIG TO ENSURE BRACKETS ARE ALIGNED 
@ 
HANDLE BRACKET ASSEMBLY 


02 


0.25 
0.25 


BASKET UD 
021 
GTAW 


FIRST BRACE TUBE FROM END 
nRST BRACE TUBE FROM END 
@UD HANDLE PROVISIONS ASSEMBLY 


NOTES: 


1, REMOVE ALL BURRS AND SHARP EDGES. 


2. VCLDING TO BE COMPLETED BY GTAW METHOD TO AMS2685C USING 


ROD CONFORMING TO ER3Û8L OR EQUIVALENT. 


1 
36275-02 
04 
SUPPORT 
2 
36273-01 
03 
UD BRACKET 
2 
84263-02 
02 
HANDLE BRACKET ASSEMBLY 
84263-01 
01 
LID HANDLE PROVISIONS ASSY 


02 
01 
PART NO. 
ITEM 
DESCRIPTION 


QTY 
QTY 
LIST OF MATERIALS 


JEFF CLARKE 


JASON REKVE 


14 FEB 2014 


UNLESS OTHERMSE SPECIRED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2' 
X.XX 
XX 
±0.03 
±0.1 


AERO DESIGN LTD. 


888aA MALASPINA RQAD 
POITELL RIVER. BC. CANADA. V8A 003 
TIL 604.463.8378 
^ 


HELICOPTER CARGO BASKET 
UD HANDLE PROVISIONS ASSEMBLY 


SHEET 1 OF 1 
A3 
84263 
0 


(j^ 


ne KMW camws mohkkn m 
oat* ihch s mfmmt 
id m 
ccsa in ws kamc <m wt kuw ncEor. n» mi ec lEFfNCMCEa 
OKh n aruun » er mmo. « 
usa m 
hmjfucmm meut ne wtidi cooDir a km ccsa im ar kopwc ne humk m 
iPBPCt PC atoww <ags 10hob «»oces»im i-frani' Fna ncitt a 
leseg. tt neamec on ne aranuncn comeoncete 


DESCHPTION Cf CHANGE 
INITIAIS 
DATE 
DETAIL A 


03)5 PLACES 
DETAIL B 


N07E& 


1. REWOVt AU. BURRS AND BREAK SHARP EDGES 


2. WELOING OF 4130 S1EEL TO BE COMPLETED BY CTAW METHOD TO AMS 2SS3C 


WELiMNC ROD SHAa CONFORM TO 0)705-2 OR EQUIVALENT 


3. WCN ASSEMBLY IS COMPLETE. FU. ALL VENT HOIES WTH ROSETTE MEID. 
4. THOROUCHLY CLEAN ANO POnOER COAT BASKET SU8-ASSEM8LICS PRIOR TO ASSEMBLY. (02. 


14.75 


DRU. >1/r CUTSDC ONLY 
ICID SPMER 01EM 08) INTO HOl£ 
RE-DRU. fi (ai98*) 1HRU SPACER 


DETAIL C 


SCME 1 
W€i LOOKWC AT FRONT RM QF 8AKSET 
PLAŒS (04 
01) BASKET BODY ASSEMBLY 


07 
' 
SEE DETAIL C 


nPICAL 


DETAIL B 
DETAIL A 


3/4-1W 06 
MESH 
STKL 
COMHEROAL 


1 
49215-01 07 SPACER 


1 
36262-01 06 
HANOLE BRACKET ASSEMBLY 
2 
80324-01 05 
ATTACHMENT HOOP 
4 
80322-01 04 
HOCP 
A/l. 
03 TLSE 
4130 STEEL CONO. N 
MIL-T-3736 
as X a035 SQR. TUBE 
a/r 
02 TUK 
4130 STEEL CONO. N 
MIL-T-6736 
a75 X 0.035 SOR. TUBE 
\ 
81111-01 
01 
BASKET BODY ASSEMBLY 


01 
PART NO. 
ITEN 
DESCRIPTION 
MATERIAL 
MATERIAL SPCC 
STOCK SI2E 


QTY 
UST OF MATERIALS 


JE7F CLAME 01 OCT 2 


E. BURCOIN 


UNLESS OTHERWSE SPEOFIEO 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON; 
OEOMALS 
ANGLES 
X.WX ±0.010 
±1/2* 
±0.03 
±0.1 


AERO DESIGN LTD. 
CONSULnNG DtCINEBRS. TRANSPORT CANADA APPRCTALS. DAR 29011 
9BTB AVENUE N±.. CALGARY. ALBERTA. CANADA. T2E BR7 
(4ii« aso-aoïT 
tu (409) » 


BELL 2058 
QUICK RELEASE CARGO BASKET 
BASKET BODY ASSEMBLY 


SHEET 1 OF 1 
Al 
81111 


CARGO BASKET BODY FABRICATION - COMMON 


General 


These instructions appiy to ail cargo basket body assembiies. Refer to the foliowing drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 


69811, Revision 3 - 
Standard Low Mounted Basket 


94511, Revision 0- Extra-Wide Low Mounted Basket 
94611, Revision 0- Extra-Wide Low Mounted Ski Basket 
76611, Revision 0 - 
High Mounted Ski Basket 


Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0 - 
Front end cutout - 
945/946 


Eurocopter AS350/AS355 - 
left or right 


77611, Revision 1-Short Basket 
76411, Revision 3 - Médium Basket (left or right) 
78411, Revision 2 - Long Basket 
94011, Revision 0- Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 


80211, Revision 0 - 
Short Basket 


80311, Revision 0 - Médium Basket 
81111, Revision 0 - 
Long Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 - 
right or left 


95911, Revision 0-Standard Basket 


Bell Médium - 
left or right 


75111, Revision 0 - 
Standard Basket 
95511, Revision 0 - 
Extra Large (ski) Basket 


Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout - 
955 


MD600 


82811, Revision 0-Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5 - 
Auxiliary Latch 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
Work Order: 2 
0/7-5^8^ 


Date Open: 
. I 
3^^® 


1. Rim Assembly - 
Basket Body 


a. Cut and fit %" x 0.035 material to fit rim jig. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


G. Remove writing on tubes with acetone and scotch bright. 


d. For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 


e. 9AS11 (206L/407XL ski) only - 
drill for 4 threaded bushings before assembling rim. 


2. Weld Rim Assembly. 


a. Record welding rod PO on attached material list. 


b. 94611 (206L/407 XL ski) only - 
weld 4 threaded bushings into inboard rim tube. 


3. Inspection 
^ 


a. Rim for complété welds 


Aô 


4. Frame assembly-body 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 


allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 


b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 


d. Assemble hoops with attachment lug locating jig and hoop spacing Jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 


2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 


ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 


iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 


basket. Ensure jig is straight prior to tightening ail clamps. 


e. Cut 
X 0.035 material to fit spine jig. 


f. Cut Vz" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut Yi" x 0.035 material for front end cutout. Record material PO on attached material 


list. 


h. 90611 (R44) only: Cut Yz" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
j. 
Record hoop WOs and material POs on attached material list. 
k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 
1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim 


ii. Ail other baskets 
1. inboard side of hoops (attachment side) aligns to INSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim, except R44 


5. TIG weld frame to rim assembly. 
a. Ensure lug locating jig and hoop locating jigs are in place. Jigs must remain in place for as long 
as practical during welding. 
b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 
are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use Jig to support front hoop. 
d. Record welding rod PO on attached material list. 
^ ^ 


6. Inspection 


a. Frame assembly for complété welds. 


7. Mesh assembly. 


a. Pull sheetofexpanded mesh from stock. Record material PO on attached material list. 
0^ 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 
d. Bend body mesh - use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only - 
1. Set 
angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 
2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 
3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiyover tube along length of tube. 
V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug jig onto basket frame. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 
1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 
2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 
3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 
progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 
during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed prior to welding. 


ii. Extra large baskets only — seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 
iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 
into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. Afterthe corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 
V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vil. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 
rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require >2 to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 
with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 
h. Cut mesh to fit ends. Record material PO on attached material list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 


i. 90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
8. Weld mesh to frame assembly per drawing. 
a. Ensure lug locating jig is in place prior to welding. 
b. General welding requirements for ail baskets, MIG welding: 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 
d. Grind high spots off body mesh welds on ends before welding end mesh. 
e. 90611 (R44) on/y-weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 


9. Weld basket components 


a. TIG weld lid prop bushing(s), one or two per drawing. 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 
d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 
AO 
10. Clean up 
^^'04 


a. Grind high spots off mesh welds. 
b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


c. Drill #9 through lid prop bushing(s). De-burr hole(s). 
d. Remove surface rust with scotch-brite pad. 


11. Final Inspection 
To be completed by a différent person than the previous steps. 
a. Basket body assembly for complété welds, and required minimum mesh weld locations. 
b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 


i. Hoops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 


d. Material lists complété. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial orSC/^) 
e. Tag complété basket body assembly in préparation for powder coating. 
12. Powder Coating 
a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in préparation for assembly. 
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Work Order:■ ZOl-7-ë'^ 


Date Opened: 
-2, a/y 


Matériel Tracking Sheet 
Bell 2068 
Long Basket Body Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


81111-01 
Basket Assembly 


Step 1 
Rim Assembly 


. 2 
- 
3/4" Tube - Long Rim (84") 
4130 Steel, y/ x 0.035 Sqr. Tube 
/ 7c?0 M 


. 2 
- 
3/4" Tube - Short Rim (22.5") 
4130 Steel, %" x 0.035 Sqr. Tube 12.1 z.-\ /y 


Step 2 
Weld Rim Assembly 


. A/R 
- 
Welding Rod 
ER70S-2 TIG Rod 
/V 023 


Step 3 
Inspection - RIm 
None 


Step 4 
Frame Assembly 


. 4 
80322-01 
Hoop - standard 
4130 Steel, V/ x 0.035 Sqr. Tube 
/ 


. 2 
80324-01 
Attachment hoop (aft) 
rç. 


. 5 
~ 
1/2" Tube - spine 
4130 Steel, V/ x 0.035 Sqr. Tube 
/ ^07X 


Step 4.g. 
70406 
70406-01 
Option: Front End Cutout 


70406-03 
1/2" Tube 
4130 Steel, V2 x 0.035 Sqr. Tube 
>{//i 
70406-04 
1/2" Tube 
4130 Steel, V/ x 0.035 Sqr. Tube 
/ VA 


Step 5 
Weld Frame Assembly 


.A/R 
- 
Welding Rod 
ER70S-2 TIG Rod 
1^033 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 


. 1 
- 
Mesh (Body - 48" x 83") 
3/4-16F Expanded Mild Steel sheet 


. 2 
- 
Mesh (End -22" X 15.5") 
3/4-16F Expanded Mild Steel sheet 


Step 8 
Weld Mesh 


. A/R 
- 
Welding Rod 
ER70S-6 MIG Wire 


Work Order:2,0n- 


Date Opened: 
i f '2^c/'7 


Material Tracking Sheet 


Bell 2068 
Long Basket Body Fabrication 


2of2 


Détail 
Ass'y Step 
Qty 
Drawing 
Part Number 
Description 
Material 
POA/VO 


Step 9 
Weld Basket Components 


. 1 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, Vh" Dia. 


. A/R 
- 
Welding Rod 
ER308L TIG Rod 
/ ^ 
02. 
S- 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 


THfi DRAMC CCNTM6 MFORMATKM ANO DATA ««CH S PROPItCTArr TO ACM DESGN L1D. THS ORAMC. OR ANY PCRDCN TtOCOF. MAY NOT BE REPROOUC&L 
COPCD. €R OUPUCATEO N ANY UAMCR. NCR USED FOR ItANUFACTURMD MTHÛUT T)C «mCN CONSENT CE «M DE9CN LID. BY ACCEPTM6 TM5 DRAWG FOR 
REFCKMX. THE RQVfNT ACRCES TO HOU) ACM DESGH LX>. HAMflfSS FRON THE U5L « 
USUSE. OF IMS DRAWB OR T>€ mRUATION CCNTMCD THOCK 


REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE - CREATED FROM 36262 
BX 
03/11/2009 
1 
CHANGE LOCATION OF BUSHINGS 
BX 
29/09/2011 
2 
UPDATED TITLE BLOCK. MOVE UD PROVISIONS TO 84263 
BX 
14/02/2014 


CARGO BASKET RIM 
(REF) 
I 


FIRST HOOP FROM END I 


0.406 


A nc+O.OO 
0..^&_o.o3 
TYP 


2.750 


RRST HOOP FROM END 


02) 
2 PLACES PER HOOP 


IZ- 
-<[gtaw 


BOTH SIDES 
GRIND FLUSH AFTER WELDING 
2 PLACES PER HOOP 


DRILL »5<6 (0.313) THRU 
2 PUCES 


(oi) BASKET HANDLE PROVISIONS ASSEMBLY 
PROVISIONS TO BE INSTALLED IN HOOPS BEFORE ASSEMBLY TO BASKET RIM 


NOTES: 


1. REMOVE ALL BURRS AND SHARP EDGES. 


2. «LDING TO BE COMPLETED BY GTAW METHOD TO AMS26S5C USING 


ROD CONFORMING TO ER70S-2 OR EQUIVALENT. 


4 
84272-01 
02 
BUSHING 
84262-01 
01 
BASKET HANDLE PROV. ASSY 


01 
PART NO. 
ITEM 
DESCRIPTION 


QTY 
LIST OF MATERIALS 


JEFF CLARKE 


E. BURGOIN 


03 NOV 2009 


UNLESS OTHERMSE SPEaFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DECIMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 
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